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Adjustable EGD MFG INC Shock Absorbers

EGD MFG INC
2320 Kishwaukee Street

Rockford IL 61104

WHEN ORDERING PLEASE GIVE MODEL NUMBER, BORE AND STROKE, PARTS LIST, PAGE NUMBER
AND DATE, AND ITEM NUMBER.
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Repair Instructions For 1-1/8” Adjustable Shock Absorbers

DISASSEMBLY AND INSPECTION

ing notch at bottom with the spring pin (39) in the
back head (20). Press firmly into back head while
rotating gear (43) to assure proper mesh withrack.

i. Disassemble shock absorber with care - unit is 4, Check piston rod for nicks, scratches and straight-
spring loaded. Inspect all parts carefully for damage ness. Replace if damaged.
or excessive wear. 5. Cellular rubber should have a soft spongy texture.

2. Always replace all "0" rings and packings. If it is hard - replace it. ’

3. If piston ring is broken, inspect the I.D. of the inner
metering tube for- scoring. Replace if damaged.

ASSEMBLY

1. Make sure all components are clean and free from  16. Insert springs (17) with spring guides (18) between
any foreign material. Lubricate all "0" rings and springs into inner metering tube (46).
packings for ease in assembly. 17. Place rod packing (27) with cup down into front
Insert spring pins (39) in back (20) and front (7) head (7) and place packing retainer (24) into front
heads using punch and hammer. ‘ head. (7). Then insert the 3 retainer screws (23)

"3. ' Place retaining rings (42) in slot on inner metering tightening firmly to 60 in-lbs torque. '
) tube (46). : ’ 18, Install rod wiper (22) with flat side down into pack-

4, Slide inner metering tube (46) into outer metering ing retainer groove. _

'+ tube (47) from end with gear rack. 19. Next place follower (9) over piston rod (3) with flat

5.  Place wave spring (19) over bottom end of inner side against shoulder, followed by piston ring (10)

- metering tube (47). Then place "O" ring {(21) into and piston (11) with flat side down consecutively.
groove of inner metering tube (47). Then torque nut (12) to 120 in-Ibs.

6. Slip retainer (36) over outer metering tube (46) 20. Insert bumper cap end of piston rod (3) into tube
into its groove. side of front head (7).

7. Next place both metering tubes firmly into back = 21. Assemble bumper cap (1) and screw (2) to piston

_head- (20), rod (3) and torque to.204 in-lbs,

8. 'Take front head (7) and align pin with groove in  22. Fill unit with clean fluid:as specified on label 1/2"
inner metering tube marked with an 'X* and ro- from top. Make sure port plug is in back head.
tate until port nearest pin is inline with port on 23. Place piston (11) on spring (17) and turn front head
back head (20). Then remove front head (7). (7) so port nearest pin is inline with port in back

9. Hold inner metering tube (46) and-turnouter meter- head (20). Compress spring and work piston ring
ing tube until gear rack is approximately inline (10) into inner metering tube (46) and front head
-with pin in-back head (20). (7) over the tie rods.

10, ‘Next screw the 3 tie rods (6) into the back head 24. Holding front head (7) in place, put copper washers
(20) until they bottom out. (5) and acorn nuts (4) on tie rods (6) and torque to

11. Place both "0® rings (8) in their grooves on the 150 in-Ibs.
reservoir tube (48). 25. Insert port plug into one of the ports and fill unit

12, Assemble "0" ring (40) to drive gedr (43) and in- - with fluid allowing air to bleed out by stroking rod.

, sert from inside reservoir tube (48) through the The fill port should be at a higher elevation to has-
non threaded hole; ) ten air bleeding. After all air is bleed out - screw

13. Assemble "0" ring (40) to lock screw (41) and in- in port plugs (28) and torque all port plugs to 96
sert nylon pellet (49) into end of lock screw (41). in-Ibs,

Then screw lock screw into threaded hole of re- 26. Using soft jaw tool rotate drive gear (43) clockwise
servoir tube (48) just far enough to cover the "O" until it stops. This is the lowest setting.

i ring. , 27, Place knob (44) on drive gear (43) with arrow

14, Place the 3 pieces of cellular rubber (37) between straight up and install set screw (15) torging to 15
the tie rods (6). ' in-lbs. ‘

15. Place reservoir tube (48) over tie rods (6) align-

NOTE:For additional information regarding installation
and maintenance refer to Page AS-600.



